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HOLLOW WALL BASE 

CROSS-REFERENCE TO RELATED 
APPLICATION 

This application is a divisional of US. patent application 
Ser. No. 11/174,832 ?led Jul. 5, 2005. 

BACKGROUND OF THE INVENTION 

1. Field of the Invention 
The present invention relates generally to baseboards or 

Wall bases. The invention relates more speci?cally to an 
extruded plastic Wall base With a holloW core, and methods 
for making such a Wall base. 

2. Description of Prior Art 
Baseboards and Wall bases are knoWn in the art as molding 

or trim applied at the base of a Wall to complete the intersec 
tion of the Wall and the ?oor. These Wall bases decorate as 
Well as protect the Wall from scu?ing and impact from feet, 
vacuum cleaners, Wheelchairs, dollies, Wheeled furniture, etc. 
Furthermore, the Wall bases protect the edge of the carpet or 
?ooring adjacent to the Wall. In addition, the Wall bases can 
hide unsightly electrical, telephone or other Wires, protecting 
the Wires from damage and people from tripping over these 
Wires or inadvertently touching them. 
A variety of Wall bases exist, including those made of 

Wood, metal and plastic. Wood Wall bases are generally more 
expensive than plastic, and Wood is considered to be more 
elegant, elaborate and traditional. HoWever, the look of Wood 
can be successfully emulated or evoked With Well-con 
structed plastic Wall bases. Complex Wall base pro?les can be 
extruded from plastic more easily than machined from Wood. 
HoWever, one disadvantage of using plastic is that solid plas 
tic Wall bases can be heavy, especially in contrast to Wood 
Wall bases. Extrusion molding of solid Wall bases has addi 
tional problems. These solid Wall bases are often quite thick 
and in?exible. Further, there may be Warping or distortion due 
to uneven cooling of Wall bases With uneven thicknesses and 
the solid, heavy, in?exible bases can be di?icult to install. 
Moreover, Warped or distorted Wall bases may be unsightly. 

In contrast to solid Wall bases, those comprising one or tWo 
parts, With covers, are often used in conditions in Which it is 
desired to install and hide telephone, electrical or other Wires. 
In these situations, the Wires are placed under the cover of the 
Wall base. For example, US. Pat. No. 5,598,681 discloses a 
baseboard made from a resin material. This baseboard has 
tWo parts, a backWall Which abuts With a room Wall and a front 
cover. A holloW exists betWeen the backWall and the front 
cover, and Wires, such as telephone or electric Wires, can be 
installed in this holloW space. A problem With the prior art is 
that the baseboard is comprised of more than one part, making 
manufacturing, shipping and installation dif?cult and expen 
sive. 

There is a need for a Wall base Which is lightWeight, thinner 
than Wood or solid plastic Wall base, contains a minimal 
number of parts, and is easy and cost effective to manufacture, 
to ship and to install. The present invention ?lls the need for 
such a Wall base in a unique manner. 

SUMMARY OF THE INVENTION 

An object of this invention is to provide a Wall base Which 
can be manufactured relatively quickly and easily. 
A further object of this invention is to provide a plastic Wall 

base Which is lightWeight and easy to handle. 
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2 
Another object of this invention is to provide a plastic Wall 

base Which creates less scrap during its manufacture than 
prior art. 

Yet another object of this invention is to provide a plastic 
Wall base Which is inexpensive to manufacture. 
An additional object is to provide a plastic Wall base Which 

cools during manufacture in a uniform manner to avoid Warp 
ing and distortion of the Wall base. 

It is an additional object to provide an integral Wall base 
Which can conceal Wires. 
A further object is to provide a Wall base of complex 

con?guration Which can be molded in a fast manner Without 
Warping or incurring distortions to its shape. 

Yet another object is the provision of a molded plastic Wall 
base having a ?at and curved front surface. 
An additional object is to provide an extruded molded 

plastic Wall base With thin and thick portions. 
These and other objects Will become apparent from the 

folloWing description of a preferred embodiment taken 
together With the accompanying draWings. 

BRIEF DESCRIPTION OF THE DRAWINGS 

The invention may take physical form in certain parts and 
arrangement of parts, a preferred embodiment of Which Will 
be described in detail in the speci?cation and illustrated in the 
accompanying draWings Which form a part hereof, and 
Wherein: 

FIG. 1 is a perspective vieW of one embodiment of the Wall 
base; 

FIG. 2 is a perspective vieW of the Wall base during the 
extrusion process; 

FIG. 3a is a back vieW of the Wall base; 
FIG. 3b is a bottom vieW ofthe Wall base; 
FIG. 4 is a schematic vieW of an assembly line for perform 

ing a manufacturing process according to a preferred embodi 
ment of the invention; and 

FIG. 5 is a detailed vieW of some of the apparatus of the 
assembly line shoWn in FIG. 4. 

DETAILED DESCRIPTION OF THE PREFERRED 
EMBODIMENT 

Referring to the draWings, Which are used for illustration 
and not to limit the invention thereWith, FIG. 1 shoWs a Wall 
base 2 comprised of ?exible plastic. The Wall base 2 has a rear 
Wall 4, a front Wall or front surface 6, a top 8 and a bottom 10. 
The rear Wall 4 is placed against a Wall or other ?at surface 
While the bottom 10 is placed against the ?oor or ?ooring 
surface. Front Wall 6 has a loWer ?at portion 11 and a curved 
upper portion 13, although nearly any shape is possible 
according to the invention. Wall base 2 could be attached to a 
Wall With bottom 10 slightly above the ?oor for receiving 
?ooring such as tile, carpeting, planks, etc. beneath bottom 
1 0. In a preferred embodiment, the Wall base 2 is extruded and 
contains voids or holloWed out spaces 12 Which generally 
folloW the exterior shape of the Wall base, having supports 14 
betWeen the front Wall 6 and rear Wall 4 for supporting rear 
Wall 4, front Wall 6 being the molding surface While the plastic 
is hot and thereafter. HoWever, the Wall base appears to be 
solid When vieWed from the front. Wall base is preferably 
produced by extrusion molding as discussed beloW. The voids 
12 are provided to yield a product having generally uniform 
thickness throughout for substantially uniform rates of heat 
?oW during the heating and cooling incurred during the extru 
sion process While having the heated ?uid plastic material 
?oW to all parts of the Wall base. When the Wall base 2 is 
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installed in a room, the cavities created by these voids, cham 
bers or holloWed out spaces 12 can hold various electrical and 
other Wires, Which are threaded through a selected space 12. 
The thickness of the Walls must be thick enough to absorb 
impact after attachment to a Wall Without breaking, and many 
moldable materials are resilient enough to achieve this thick 
ness. Supports 14 extending transversely in the space 
betWeen rear Wall 4 and front Wall 6 provide support against 
prolonged or impact forces on front Wall 6 to prevent buck 
ling, indention or piercing of front Wall 6. 
As explained above, spaces 12 provide a generally uniform 

Wall thickness for each component of Wall base 2 While giving 
the impression that Wall base 2 has parts of varying thickness. 
Spaces 12 are preferably contoured to have the same con?gu 
ration as the exterior of the part of Wall base 11,13 in Which 
the space is located, to provide each of the Walls With uniform 
thickness to prevent Warping of the Walls during their heating 
and cooling in the extrusion process. Thus, spaces 15 are 
rectangular, although they are broken up by supports 14. 
HoWever, space 17 is de?ned by forWard, interior curved Wall 
19 Which generally matches that portion of curved portion 13 
behind Which space 17 is located. LikeWise, the ?at rear part 
ofspace 17 is de?ned by ?at Wall 21. Spaces 12, 15, 17 do not 
necessarily have to be the same shape as the Walls surround 
ing them. For example, a generally semi -hemi spheric top 
bead 23 described further beloW, has a cylindrical space 25, 
but the Walls are a generally uniform thickness. 

The Wall base 2 can be manufactured relatively quickly and 
easily because of its generally holloW core. Wall base 2 is 
made from a thermoplastic plastic material suitable for extru 
sion. The materials include those knoWn in the art, such as any 
of the appropriate types of vinyl, PVC, or rubber (including 
synthetic rubber). Referring to FIG. 4, the raW materials are 
supplied to the extruders from a conventional supply unit 20. 
The plastic or similar material is preferably extruded from 
tWo separate extruders, a main extruder 22, and a side 
extruder 24 as shoWn in FIG. 4. Extruders 22, 24 can be 
standard extruders knoWn in the art for manufacturing Wall 
bases of similar con?guration to that of Wall base 2 although 
generally being of thinner con?guration since the prior units 
Were thicker. The main extruder 22 heats the raW material to 
put it into an extrudable state and extrudes through appropri 
ate dies a back layer material 16 (FIG. 2) Which makes up 
about 90% of the ?nished Wall base 2, including the front Wall 
6 having the pro?le of Wall base 2. The side extruder 24 
likeWise heats the raW material to a ?uid state and extrudes it 
through appropriate dies to yield a thin top coat layer 18 
shoWn in FIG. 2, preferably having a thickness of about 0.040 
of very high quality material for a Wall base having a height of 
about 5.5 inches and a maximum thickness of about 0.75 
inches. This is referred to as high quality material because it 
is a highly pigmented, no ?ller top coat. This very high quality 
material represents about 10% of the ?nished Wall base mate 
rial used. The softened plastic ?oW during extrusion does not 
cool suf?ciently to impede further ?oW through the respective 
dies and along the extrusion production line. Because there is 
less plastic ?oWing through this system than found in the prior 
art, a multiple piece die 26 shoWn doWnstream of extruders 
22, 24 stays hotter and thus the plastic ?oWs quickly to reduce 
production time. The multiple piece die 26 is comprised of 
multiple machined parts that alloW semi molten material to 
How from the die. The extrusion material is forced through the 
die by the force generated by the extruder. As the material 
passes through the die 26, it is formed into the shape of the 
Wall base. 

Die 26 establishes the pro?le of Wall base 2 by de?ning the 
shape of front Wall 6 and rear Wall 4, and the cavities 12, 15, 
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4 
17 and 25. As explained earlier, the cavities or voids 12, 15, 
17, 25 make the ?nished product much lighter and easier to 
manipulate than a Wood or solid plastic Wall base. In a pre 
ferred embodiment, the Wall base 2 is 3A inches thick at the 
Widest point and is 5.5 inches tall. The rear Wall 4 can have 
ribs, grooves, a mixture thereof or other surface roughness on 
its exterior face to Which adhesive could be applied during 
installation Which Would impede the How of adhesive from 
rear Wall 4. 

The generally uniform Wall thickness provides a fairly 
constant thickness for uniform cooling. HoWever, the tem 
perature must be loW enough to prevent sagging under its oWn 
Weight. Uniform cooling is required to obtain a smooth, ?n 
ished look and pro?le of the Wall base. 
The process used to create the holloW Wall base is prefer 

ably as folloWs, With reference to FIG. 4. Thermoplastic 
materials, such as vinyl, PVC or thermoplastic rubber, in the 
form of pellets, granules or poWder from a supply unit 20 
Which is advantageously a pellet supplier, ?oW or are other 
Wise transported into both the main extruder 22 and the side 
extruder 24 Which both feed into the multiple piece die 26 
With a multi-functional insert 27 described beloW. As 
described above, the Wall base back layer 16 ?oWs from main 
extruder 22 and top coat layer 18 ?oWs from side extruder 24. 
An air supply 28 is connected to the face of the die 26 to 
provide air pressure to assist in forming the spaces or cham 
bers 12, 15, 17 and 25 Within the Wall base 2. The outer side 
or pro?le of the front Wall 6 of the Wall base 2 is formed by the 
pro?le cut into or otherWise provided in the die 26, and the 
internal chambers are formed by the die insert 27 as described 
beloW. 
The insert 27 is attached to the die 26 by screws 34 Within 

mounting holes, one on each side of the insert, as shoWn in 
FIG. 5. The insert 27 has a holloW back bar (not shoWn), 
alloWing air to pass through the insert and into the forWard 
facing ends of the die 26. There are tWo screWs 34 that hold 
the insert 27 in place Within the die 26. Each screW 34 is 
drilled through its length creating air inlets 30, and an air line 
is connected to one of the screW heads, generally on the right 
side of the die. The air passes through the screW, into the 
holloW back bar of the insert, and out through the holes 32 in 
the front of the insert 27. 
The insert 27 is made up of machined parts, Which are 

positioned to alloW the softened ?uid plastic material to How 
around them to form both the pro?le and the various internal 
chambers 12, 15, 17, 25 of the Wall base 2, leaving voids in the 
areas of the machined parts. Turning ?rst to the pro?le, a gap 
31 is provided around insert 27 When it is mounted in die 26. 
Fluid plastic material, formed from both back layer 1 6 and top 
coat 18 fused together, ?oW through the gap 31 to de?ne the 
pro?le. The remainder of the back layer 16 ?oWs around and 
encapsulates the insert 27. Second, to facilitate the internal 
chambers, compressed air is introduced from air supply 28 
(FIG. 4) into the insert 27 through air inlets 30 and this air 
escapes through holes or air outlets 32 in the insert 27, into the 
holloW chambers 12 being formed of the Wall base. The 
addition of air from the air supply 28 helps the Wall base form 
its shape by alloWing the base to collapse under its oWn 
Weight While the material is still soft and not yet ?xed or 
hardened into its permanent shape. This process is described 
in more detail beloW. The material must be cooled quickly in 
order for the material to retain its shape. Cooling the Wall base 
causes the material to harden and retain its shape. 
Main extruder 22 can be a 6 inch Thermatic Davis Stan 

dard. The side extruder 24 can be a 2.5 inch Davis Standard. 
The die 26 can form Wall base 2 With one of various pro?les 
such as a Wedge-shaped base With a lip at the bottom, an 
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undulating pro?le on a ?at surface or the like, since insert 27 
can be con?gured to produce numerous shapes Which can 
have ?at, regular or irregular curves, various inclines and the 
like. An embodiment of Wall base 2 shoWn in FIG. 1 has a ?at 
loWer front portion 1 1 and an undulating upper portion having 
a generally semi-hemispherical top bead 23, curved portion 
13 and an elongated recess 40. A separate die is used for each 
style of pro?le. 

Within the die 26, as shoWn in FIG. 4, the extruded solid 
plastic is formed into the desired pro?le With chambers 12. 
Material ?oWs through die 26, and it takes from betWeen 1 
and 2 seconds for the material to enter and leave die 26. The 
temperature in the die is betWeen 300° F. and 325° F. During 
this extrusion process, the front Wall 6 is separated from the 
internal supporting members 14 momentarily for about 2 to 3 
seconds by the addition of continuous air pressure of about 2 
psi through the air inlets 30. Water is applied to cool the front 
Wall 6 by running Water over the front Wall 6 through a series 
of Water hoses in the cooling tanks 42. Cooling adds stability 
and ?atness to the face. The cooling and loss of air pressure 
causes the front Wall 6 to loWer itself to the supporting mem 
bers 14, resting upon them. 

The Wall base back layer material 1 6 and thin top coat layer 
18 are completely fused together in die 26, creating a ?uid 
plastic material, through a combination of pres sure created by 
the movement of material through the extruders and the resis 
tance of that material moving through the restrictive opening 
in the die and the internal heat at a temperature of about 325° 
F. of the Wall base material. This generates a maximum pres 
sure of about 3000 psi Within the die. 

The internal heat of the front Wall 6 and the supporting 
members 14 fuses the front Wall to the supporting members. 
The Wall base 2 material is pushed through and out of the die 
26 under the pressures created by the extruders 22 and 24. As 
the Wall base is extruded, the internal chambers or voids 12 
are clearly visible. The open end of the Wall base 2 (betWeen 
the free ends of supporting members 14 and front Wall 6), 
shoWn in FIG. 2, is closed by hand by pinching this open end 
betWeen the thumb and ?ngers, to seal the chambers 12, 
because the material is still hot enough to stick to itself. 
Cooling Water is thus prevented from entering the chambers 
When the Wall base is placed into the cooling Water tanks 42. 
From the die 26, the Wall base 2 is initially manually pulled 
the length of the tWo cooling tanks by the extruder operator 
until the material reaches the mechanical or poWer puller 50. 
Each of the tanks 42, Which, in a preferred embodiment, can 
be either a 30 foot (9 meter) or 40 foot (12 meter) trough, has 
at least one faucet 52; the tank can be on Wheels enabling it to 
move toWards and aWay from the die 26. The bath has chilled 
Water With a temperature range of 50° F. to 60° F. (10° C. to 
16° C.), to cool the extruded ?exible Wall base 2 Whose 
temperature upon entering the bath exceeds 300° F. (150° C.). 

After emerging from the cooling tanks 42, the Wall base 2 
is engaged by mechanical or poWered puller 50. The puller 50, 
Which can be a Goodman, is maintained at a constant speed 
Which can range from 15 to 20 PPM to ensure consistent siZe 
of the extruded Wall base as it is pulled from the die 26. The 
extruded Wall base 2 then passes into a cutter 54 and is cut to 
a pre-determined or desired length. The Wall base is normally 
cut at a length of eight feet, but can be cut at any length, and 
proper packaging should be made available. The temperature 
of the extruders 22, 24, Which can range from 275° F. to 350° 
F., the machine speed settings, Which range from 20 RPM to 
40 RPM on the extruders, and the poWered puller’s 50 speed 
settings control the siZe or thickness of the Wall base 2. These 
settings must be ?xed initially and monitored to assure siZe 
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6 
consistency. Once operating speeds and part siZe are estab 
lished, the Wall base is cut and packaged for shipment. 

Installation of the Wall base is straightforward. The Wall 
base 2 is cut to the desired length or removed from its pack 
aging or both at the installation site. Adhesive is applied to the 
back of the Wall base. The Wall base is applied to the Wall, 
using the bottom as a locator and leveler against the ?oor, 
assuming the bottom 10 rests on the ?oor and the ?oor is 
suf?ciently ?at. OtherWise, other leveling and locating means 
knoWn in the art are used. If desired, Wires can be ?shed 
through the Wall base during the installation process, either 
prior to the attachment of the Wall base to a Wall during Which 
time the Wall base can be moved, or after installation. An 
appropriate tool could be used to grasp the Wire and pull or 
push it through a selected opening or holloW chamber 12. In 
contrast to prior art, the installation of Wires into the Wall base 
is straightforWard because the Wires are supported by the Wall 
base as they are ?shed through it; in the prior art, the Wires 
must be laid or placed into a baseboard, Which is a more 
cumbersome process. 
The present invention solves a prior problem of Wall bases 

Which are expensive, heavy and in?exible. The inventive 
product has more uniform thickness and can be made With 
feWer surface and dimensional imperfections and can be 
extruded faster because of the loWer Wall thickness. This is so 
even though the inventive Wall base apparently has varying 
thicknesses Which Were not previously possible in large scale 
commercial processes using plastic or rubber materials. The 
lighter Weight Wall base is also easier to cut and to install, and 
less expensive to ship than a heavier, solid Wall base. HoW 
ever, after installation, the product appears to be solid, emu 
lating more expensive Wall bases. 
The invention has been described With particular emphasis 

on the preferred embodiments. It should be appreciated that 
these embodiments are described for purposes of illustration 
only, and that numerous alterations and modi?cations may be 
practiced by those skilled in the art Without departing from the 
spirit and scope of the invention. It is intended that all such 
modi?cations and alterations be included insofar as they 
come Within the scope of the invention or the equivalents 
thereof. 

What is claimed is: 
1. A method for making a holloW Wall base from an extrud 

able thermoplastic material, said method comprising the 
steps of: 

extruding heated back layer material from a ?rst extruder; 
extruding heated top coat layer from a second extruder; 
fusing said top coat material onto said base material, form 

ing ?uid plastic material; 
passing said ?uid material into a die, the die having multi 

functional inserts for forming a pro?le and spaces in the 
Wall base to provide generally uniform Wall thickness, 
the ?uid material passing over the multi-functional 
insert; 

applying air under pressure through appropriate passages 
in said die to temporarily lift and detach a front Wall from 
said ?uid material; 

running cool Water onto said front Wall to cool said front 
Wall; 

pulling saidWall base into at least one cooling tank, cooling 
said Wall base; 

using a mechanical puller to pull said Wall base out of said 
at least one cooling tank; 

passing said Wall base into a cutter to cut the Wall base into 
desired lengths; 

and WithdraWing the Wall base. 
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2. The method according to claim 1 wherein the tempera 
ture in the die is between 300° F. and 3250 F. 

3. The method according to claim 1 Wherein air pressure of 
about 2 psi is applied for about 2 to 3 seconds. 

4. The method according to claim 1 Wherein the pro?le 5 
formed by the multi-functional inserts is a Wedge-shaped 
base With a lip at the bottom. 

5. The method according to claim 1 Wherein the pro?le 
formed by the multi-functional inserts is an undulating pro?le 
on a ?at surface. 

8 
6. The method according to claim 1 Wherein the pro?le 

formed by the multi-functional inserts is one of regular and 
irregular curves. 

7. The method according to claim 1 Wherein the pro?le 
formed by the multi-functional inserts is multiple inclines. 

8. The method according to claim 1 Wherein the die is steel. 


